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In the claims: 

Cancel claims 3, 4, 8, 9, without prejudice. 

Amend the following claims: 

/c. A method of producing curved lengths of spring band steel, 
comprising the steps of bending a spring band steel (10)^which is made up 
of lengths of spring band steel (1 1 ) that adjoin one another and are of one 
piece with one another, between three support points (23-25), which are 
spaced from each other in a spring band steel advancing direction and rest 
against alternating band sides of the spring band steel (10); at a subsequent 
support point (32)1 bending back by a lesser bending degree than during the 
bending in an opposite direction, cutting the length of spring band steel (1 1 ) 
that is [treated in this manner] bent from the spring band steel (10); an 
embodying [less] a last one of the three support points (25) for the bending 
of the spring band steel as a cutting edge (30) [with a cutting edge (30)] on 
which a cutting blade (31) is conveyed [passed] in order to cut the length of 
the spring band steel (11). 
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A method as defined in claim 1; and further comprising 



setting the bending degree of the spring band steel (10) in the three support 
points (23-25) to be greater by the reverse bending degree at [the] a fourth 
support point (32) than a required final bending radius of the length of spring 
band steel (11). 



providing [the] a reverse bending degree of the bending back step to be 1 0- 
20% of [the] a bending degree pf the bending step. 



(11), comprising a bending unit (20) comprised of three support points (23- 
25) spaced apart from one another through which a spring band steel (10), 
which is made up of the lengths of spring band steel (1 1 ) that are disposed 
one after another and are of one piece with one another, can be conveyed 
so that the support points (23 - 25) rest against alternating band sides in the 
spring band steel advancing direction, wherein the center support point (24) 
is embodied so that it can be moved lateral to the spring band steel (10) in 
order to adjust a bending radius; a reverse bending unit (22), which is 
disposed after the bending unit (20) in the advancing direction of the spring 
band steel (10) and includes a fourth support point (32) that engages the 




A method as defined in claim 1; and further comprising 




A device for producing curved lengths of spring band steel 
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same band side of the spring band steel (10) as the [central] support point 
(24) of the bending unit (20), which fourth support point (32) can be moved 
lateral to the spring band steel (10) in order to adjust a reverse bending 
radius; a cutting unit (21) for cutting the length of spring band steel (11) 
passing through the [banding] bending and reverse bending unit (20, 22) 
from the spring band steel (10), the cutting unit (21 ) being disposed between 
the bending and reverse bending unit (20, 22). 



X*. A device as defined in claim>5, \ 



A device as defined in claim>5^ wherein [the] a reverse 
bending degree of the bending back step is selected to be 10-20% of [the] 
a bending degree of the bending step . 

6 Is 

A device as defined in claims, wherein the first support 
point (23) of the bending unit (20) in the advancing direction of the spring 
band steel (10) is embodied so that it can be moved[, preferably manually], 
lateral to the spring band steel (10) in the direction of the band thickness. 

device as defined in claim^^wherein [the] two of the 
support points (23, 24) of the bending unit (20) and the support point (32) of 
the reverse bending unit (22) are constituted by the circumference of rollers 
(26. 27, and 33). 
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^21 . A device as defined in clairnK, wherein the spring band 
steel (10) is wound on a storage roll (15) and that the spring band steel (10) 
is conveyed between at least two driven advancing rollers (13, 14), which 
engage opposite band sides of the spring band steel (10), take the spring 
band steel (10) from the storage roll (15), and supply [it tot he] the spring 
band steel (10) to the bending unit (20). 

2£ A device as defined in claim Urf wherein a number of 
rollers [selected from the group consisting of guide rollers (16-19) and guide 
rails] are disposed ahead of the bending unit (20) and rest in pairs against 
opposite sides of the spring band steel (10). 
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Amended claims: 



1 . A method of producing curved lengths of spring band steel, 
comprising the steps of bending a spring band steel (10) which is made up 
of lengths of spring band steel (1 1 ) that adjoin one another and are of one 
piece with one another, between three support points (23-25), which are 
spaced from each other in af spring band steel advancing direction and rest 
against alternating band stales of the spring band steel (1 0); at a subsequent 
support point (32), bending back by a lesser bending degree than during the 
bending in an opposite direction, cutting the length of spring band steel (1 1 ) 
that is bent from the spring band steel (1 0); an embodying a last one of the 
\ three support points (2») for the bending of the spring band steel as a cutting 
edge (30) on which a Jutting blade (31 ) is conveyed in order to cut the length 
of the spring band steel (11). 



? JS^ A method as defined in claim 1; and further comprising 
setting the bending degree of the spring band steel (10) in the three support 
points (23-25) to be greater by the reverse bending degree at [the] a fourth 
support point (32) than a required final bending radius of the length of spring 
band steel (11). 
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7 X A method as defined in claim 1 ; and further comprising 
providing [the] a reverse bending degree of the bending back step to be 10- 
20% of [the] a bending degree of the bending step. 



1 1 . A device for producing curved lengths* of spring band steel 
(11), comprising a bending unit (20) comprised of three support points (23- 
25) spaced apart from one another through whicr/a spring band steel (10), 
which is made up of the lengths of spring banditeel (1 1 ) that are disposed 
one after another and are of one piece with c/ne another, can be conveyed 
so that the support points (23 - 25) rest agamst alternating band sides in the 
spring band steel advancing direction, wbferein the center support point (24) 
is embodied so that it can be moved lateral to the spring band steel (10) in 
order to adjust a bending radius; k reverse bending unit (22), which is 
disposed after the bending unit (20) in the advancing direction of the spring 
band steel (10) and includes a/fourth support point (32) that engages the 
same band side of the spring pand steel (10) as the support point (24) of the 
bending unit (20), which fouyfh support point (32) can be moved lateral to the 
spring band steel (10) in 9^derto adjust a reverse bending radius; a cutting 
unit (21 ) for cutting the length of spring band steel (1 1 ) passing through the 
bending and reverse bending unit (20, 22) from the spring band steel (10), 
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the cutting unit (21) being di^fased between the bending and reverse 
bending unit (20, 22). 



1 7. A device as defined in claim 15, wherein a reverse bending 
degree of the bending back step is selected to be 10-20% of a bending 
degree of the bending step. 



0 



19. A device as defined in claim J2f wherein the first support 
point (23) of the bending unit (20) in the advancing direction of the spring 
band steel (10) is embodied so that it can be moved, lateral to the spring 
band steel (10) in the direction of the band thickness. 



/I 



20. A device as defined in claim 1-2, wherein two of the support 
points (23, 24) of the bending unit (20) and the support point (32) of the 
reverse bending unit (22) are constituted by the circumference of rollers (26, 
27, and 33). 

A device as defined in claim y\, wherein the spring band 
steel (10) is wound on a storage roll (15) and that the spring band steel (10) 
is conveyed between at least two driven advancing rollers (13, 14), which 
engage opposite band sides of the spring band steel (10), take the spring 
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band steel (10) from the storage roll (15), and supply the spring band steel 
(10) to the bending unit (20). 




22. A device as defined in claim ]A\ wherein a number of 



rollers are disposed ahead of the bending unit (20) and rest in pairs against 
opposite sides of the spring band steel (10). 



/07/23/2003 16:59 FAX 6315490404 STRIKER & STRIKER ©012 

( ■•■ r r 



'Add the following claims: 




HC A method of producing curved lengths of spring band steel. 



comprising the steps of bending a spring band steel (10) which is made up 
of lengths of spring band steel (1 1 ) that adjoin one another and are of one 
piece with one another, between three support points (23-25). which are 
spaced from each other in a spring band steel advancing direction and rest 
against alternating band sides of the spring band steel (1 0); at a subsequent 
support point (32 ^ bend ing back by a lesser bending degree than during the 
bending/n an opposite direction, cutting the length of spring band steel (11), 
that is bent from the spring band steel (10); on ombody i n^ a last one of the ^ 
three support points (25) for the bending of the spring band steel as a cutting 
edge (30) on which a cutting blade (31 ) is conveyed inorder to cut the length 
^2 of the spring band steel (1 1| marking the lengths of spring band steel (11) 
in the spring band steel (10) by trigger holes in the spring band steel (10); 
and using the trigger holes to trigger a beginning and end of the bending and 
reverse bending and to trigger a cutting process. 



24. A method of producing curved lengths of spring band steel, 
comprising the steps of bending a spring band steel (10) which is made up 
of lengths of spring band steel (1 1) that adjoin one another and are of one 
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piece with one another, between three support points (23-25), which are 
spaced from each other in a spring band steel advancing direction and rest 
against alternating band sides of the spring band steel (10); at a subsequent 
support point (32^bending back by a lesser bending degree than during the 
bendinctfin an opposite direction, cutting the length of spring band steel (11) 
that is bent from the spring band steel (10); an ombodyifi^ a last one of the 
three support points (25) for the bending of the spring band steel as a cutting 
edge (30) on which a cutting blade (31 ) is conveyed in order to cut the length 
of the spring band steel (1 1j£ and optically measuring at least a part of the 
cut lengths of spring band steel (11) and comparing to preset reference 
values; and using average deviations from reference value to correct the 
bending and reverse bending. 

ie^ A method of producing curved lengths of spring band steel, 
comprising the steps of bending a spring band steel (10) which is made up 
of lengths of spring band steel (1 1) that adjoin one another and are of one 
piece with one another, between three support points (23-25), which are 
spaced from each other in a spring band steel advancing direction and rest 

against alternating band sides of the spring band steel (1 0); at a subsequent 

rWr\5tY<2^ 4W*«- $ifP* %t + P^^S<^2»'2f) 

support point (321 bending back by a lesser bending degree than during the 

bending^in an opposite direction, cutting the length of spring band steel (11) 
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X? that is bent from the spring band steel (10);j prrcmbodyin gra last one of the 

three support points (25) for the bending of the spring band steel as a cutting 
edge (30) on which a cutting blade (31 ) is conveyed in order to cut the length 

(Sgp of the spring band steel (1 1 j£ and embodying a center of the three support 

points (24) for the bending of the spring band steel and a fourth support point 
(24) for the reverse bending of the spring band steel so that, they can 
respectively be moved lateral to the spring band steel (10) in direction of a 
band thickness (d) and their lateral movements relative to the spring band 
steel (1 0); and controlling their lateral movements relative to the spring band 

1 1 ^? steel ( 10 ) in accordance with predetermined programs which \akeft into 
^ account a varying material thickness within the lengths of the spring band 

steel. 



A method of producing curved lengths of spring band steel, 
comprising the steps of bending a spring band steel (10) which is made up 
of lengths of spring band steel (1 1) that adjoin one another and are of one 
piece with one another, between three support points (23-25), which are 
spaced from each other in a spring band steel advancing direction and rest 
against alternating band sides of the spring band steel (10); at a subsequent 
o support point (32Vbending back by a lesser bending degree than during the 

bending^n an opposite direction, cutting the length of spring band steel (1 1 ) 
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that is bent from the spring band steel (10); an embo d ym g ^a last one of the 
three support points (25) for the bending of the spring band steel as a cutting 
edge (30) on which a cutting blade (31) is conveyed in order to cut the length 
of the spring band steel (1 1 ); and embodying a center of the three support 
points (24) for the bending of the spring band steel and a fourth support point 
(24) for the reverse bending of the spring band steel so that, they can 
respectively be moved lateral to the spring band steel (10) in direction of a 
band thickness (d) and their lateral movements relative to the spring band 
steel (1 0); and controlling their lateral movements relative to the spring band 
steel (10) in accordance with predetermined programs which tak^ri into 
account a constant material thickness within the lengths of the spring band 
steel, 

method of producing curved lengths of spring band steel, 
comprising the steps of bending a spring band steel (10) which is made up 
of lengths of spring band steel (11) that adjoin one another and are of one 
piece with one another, between three support points (23-25). which are 
spaced from each other in a spring band steel advancing direction and rest 
against alternating band sides of the spring band steel (10); at a subsequent 
support point (32^ bending back -tea n d u ring toe - b e nd i ng, in an opposite 
direction, cutting the length of spring band steel (11) that is bent from the 
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spring band steel (10); and embodying a center of the three support points 
(24) for the bending of the spring band steel and a fourth support point (24) 
for the reverse bending of the spring band steel so that, they can respectively 
be moved lateral to the spring band steel (10) in direction of a band thickness 
(d) and their lateral movements relative to the spring band steel (10); and 
controlling one of the support points during the bending and one of the 
support points during the reverse bending in accordance with predetermined 
J^V) programs which take/into account a varying material thickness within the 
lengths of the spring band steel. 
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In the claims: 

Cancel claims 3, 4, 8, 9, without prejudice. 

j 

Amend the following claims: 

1 . A method of producing curved lengths of spring band steel, 
comprising the steps of bending a spring band steel (10) which is made up 
of lengths of spring band steel (1 1) that adjoin one another and are of one 
piece with one another, between three support points (23-25), which are 
spaced from each other in a spring band steel advancing direction and rest 
against alternating band sides of the spring band steel (10); at a subsequent 
support point (32^ bending back by a lesser bending degree than during the 
0 bending^in an opposite direction, cutting the length of spring band steel (1 1 ) 
that is [treated in this manner] bent from the spring band steel (10)- /an 
^embodyinoxtless] a last one of the three support points (25) for the bending 
of the spring band steel as a cutting edge (30) [with a cutting edge (30)] on 
which a cutting blade (31) is conveyed [passed] in order to cut the length of 
the spring band steel (11 y \ ^ 





f 
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5. A method as defined in claim 1; and further comprising 
setting the bending degree of the spring band steel (10) in the three support 
points (23-25) to be greater by the reverse bending degree at [the] a fourth 
support point (32) than a required final bending radius of the length of spring 
band steel (11). 

7. A method as defined in claim 1; and further comprising 
providing [the] a reverse bending degree of the bending back step to be 10- 
20% of [the] a bending degree pf the bending step. 

1 1 . A device for producing curved lengths of spring band steel 
(11), comprising a bending unit (20) comprised of three support points (23- 
25) spaced apart from one another through which a spring band steel (10), 
which is made up of the lengths of spring band steel (1 1 ) that are disposed 
one after another and are of one piece with one another, can be conveyed 
so that the support points (23 - 25) rest against alternating band sides in the n 
spring band steel advancing direction; wherein the center support point (24^ 
is embodied so that it can be moved lateral to the spring band steel (1 0) in 
order to adjust a bending radius; a reverse bending unit (22), which is 
disposed after the bending unit (20) in the advancing direction of the spring 
band steel (10) and includes a fourth support point (32) that engages the 
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S3me b ^S^^^d^^^-S^1u el (10) 3S tne JcentaQ support point 
(24) of th^bending unit (20), which fourth support point (32) can be moved 
lateral to the spring band steel (10) in order to adjust a reverse bending 
radius; a cutting unit (21) for cutting the length of spring band steel (11) 
passing through the [banding] bending and reverse bending unit (20, 22) 
from the spring band steel (10), the cutting unit (21) being disposed between 

17. A device as defined in claim 1 5, wherein [the] a reverse 
bending degree of the bendi ng back step is selected to be 10-20% of [the] 
a bending degree of the bending step . 

19. A device as defined in claim 12, wherein the first support 
point (23) of the bending unit (20) in the advancing direction of the spring 
band steel (10) is embodied so that it can be movedf, preferably manually], 
lateral to the spring band steel (10) in the direction of the band thickness. 

20. A device as defined in claim 12, wherein [the] two of the 
support points (23, 24) of the bending unit (20) and the support point (32) of 
the reverse bending unit (22) are constituted by the circumference of rollers 
(26. 27, and 33). 
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